wel — i 


"Work Order ш 88979 по a di " FRA а Де 2 ep 
August-14- B 7: 26M *RRO7O* 


” 


Расе 1 


| ltem ID: D407- 667- 105ТЕМ Ашен, Е ж ж LI Start Ж * 
43. Nonanan10n* ме“ 


| Пет Мате: Crosstube Turning Detail 2 Stop | * М с 2? * 
Start Date: 14/08/2012 Start Qty: 1.00 t1] * Cust Item ID: | 
Required Date: 28/08/2012 Req'd Qty: 1.00 *4 * „= Customer: 
Басе 
senis Eon teen es | = т = | Run Start д TE 
| Approvals: Process Plan: MLI РРА Date: ү, ов) Tooling: Date: | М R 1 
; Stop 
EJ : : Lo ate: * * 
1 a QC: слы 22 Date: | SPC (Y/N):. rae 225 Date ooo на N R 2 
BEES кр а КОЕ. за эш шыда У Пн ба. Ке: зыл. 
{ Sequence ID/ Operation © ~ ^ Set Up/ ыз Tool ID Tool# Plan Accept Reject Reject Insp. 
| Work Center ID Description ~ LU | Коп Hours ~ ek Code Qty Qty Number Stamp 
‚ Draw Nbr | Revision Nbr С | gn ЊЕ 
po 667- 145 Rev C | 58g. | 
өше Mod MA ао аа слале - em = : >> ————— А... ) 
100 TE 0.00, | ; : 
*Ann* MORI SEIKI CNC LATHE LARGE 2 / gf «е. [2-8-0 
Mori Seiki — - Meng (> ZEN ME И == дач RE d 
| Mori Seiki СКС Lathe Large 1-Fill tube with sand & install plugs DT8673 on both ends as per Folio FA249 . : : / 
2-Turn first side as рег Ройо FA249 _.., M i К. 
| | т Е : 3-Blend transition lines only, **do по! sand whole tube**: Pide E і xi 
rouoREV ДА _ ; | | i 2%; | 
DWGREV: C. т i 


*Use mill'bastard file, brush file repeatedly with file card. 
*Do not use sandpaper coarser than 320 grit. 


110 | ОСІ- Inspect dimensions to dimension sheet 000 А RS 
o *440*. ч l Z — te [22527 
ос Memo : 2 0.00 г 
: Quality Control i H | T 
Я 7 P SET | 
еме ж | 
1 > z — 
imd : 
Ma. | 


~ 


Work Order: 56 || | | 
Part No. ООО. bl- |05тр e 


NCR No. (7,- LoL 


1978 pm 152977, 


DISPOSITION 


Work Order Update| | 


VC 0474 A 


Landing Gear 


M Bending 


Ш Centre Not Concentric to 0/5 


E Cracks 


|| Crushed/Crimped. 

E Cuffs 

m Heat Treat 

E Inspection Strip in Tube 
ШЕ Кірріев in Bend 

o] Torque Waves in Extrusion 
Ш Turning Sequence 

m Wave/Twist in Tube 


H:FORMS/Quality Аѕѕигапсе\арргоуеа QA/NCRWO Rev G 


General 
М Вепа 
| | BOM/Route 
| | Broken/Damaged 
Ш Burrs 
Bm Contamination 
m Countersink 
Ш Cut Too Short 
| | Drill Holes 
| | Drawing 
| | Finish 
| _|Еопо 


WORK ORDER NON-CONFORMANCE / UPDATE 


AGAINST DEPARTMENT/PROCESS 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


FAULT CATEGORY 


| | Grain 

B Hardware 

E Inspection Incomplete 

Е Instructions Incomplete/Unclear 
Ш Maintenance 

ЕҢ Mislabeled 


a Misread 
Ш Offset 


E Out of Calibration 
E Out of Sequence 
@ Outside Dimensions 


Crosstube 
Small Fab 
Finishing 
Composite 


Water Jet 

Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Engineering 
Quality 
Other 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


М Other 


ху #1921 10. ЖЖ OVACI 


РОТ ef 


/ > 


~ . 


r 


70% Раге 2 


Work Order ID 88979 * о 
August-14-12 7:33:56 АМ — u 


Item ID: D407-667-105TRN. Ш Accept $ Кр Ри ж сыйар МЕМ e ~ ru 
Revision ID: NO000401 по NS1 


Item Name: Crosstube Turning Detail Stop ж N с 2 * 
Start Date: 14/08/2012 Start Qty: 1.00 " *q* Cust Item ID: 
Required Date: 28/08/2012 Req'd Qty: 1.00 %4 ж Customer: 
Reference: | 
ЕЕЕ ORC d Polk C Бајо Run Start 4 * 
Approvals: Process Plan: ` Date: ' . Tooling: u Date: RN N R 1 
Stop 
QC: __ Date: ___ SPC (Y/N): Date: * N R 2 * 
Sequence ID/ Operation Set Up/ Tool ID Tool& Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
120 0.00 
ж 1 2 n* MORI SEIKI CNC LATHE LARGE | д 
/ Ф — E 12-84 
Mori Seiki Memo 0.00 Е 8 
Mori Ѕеікі СМС Lathe Large ] -Turn second side as per Folio FA249 
2-Blend transition lines only, **do not sand whole tube**: 
5 *Use mill bastard file, brush file repeatedly with file card. 
*Do not use sandpaper coarser than 320 grit. 
FOLIO REV: , AÀ 
DWG REV: 2 
3-Remove sand and plugs 
4-Scribe part # and batch # using vibrating stylus as per Dwg D206-667-145 
inside of Cuff(Do not engrave on outside of tube) 
130 ОСІ- Inspect dimensions to dimension sheet 0.00 | 
*120* | 2 2 сс. /2 8-49 
QC Memo 0.00 
Quality Control em 


ООА: Рате: 


WORK ORDER NON-CONFORMANCE / UPDATE Ё 
QA Closed: Date: 


NCR: Yes / No 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 
Part No. Scrap 
Use-as-is 


NCR No. Work Order Update 


pee e e RE 
О FAUTCATEGORY | 0000000000000 LLL LLL] CATEGORY 


Landing Gear 


|| Bending 


Ш Centre Not Concentric to 0/5 


Ш Cracks 


Е Crushed/Crimped. 

E Cuffs 

Е Heat Treat 

и Inspection Strip in Tube 

mu Ripples in Bend 

a Torque Waves in Extrusion 

Ш Turning Sequence 

Ё Wave/Twist іп Tube 
H:FORMS/Quality Аѕѕигапсе\арргоуеа QA/NCRWO Rev С 


General 
|| Bend 
| |BOM/Route 
E Broken/Damaged 
Е Burrs 
Ш Contamination 
ш Countersink 
| [Cut Too Short 
| | Drill Holes 
a Drawing 
| [Finish 
| [Folio 


ШЕ Grain 

a Hardware 

|| Inspection Incomplete 

m Instructions Incomplete/Unclear 
Ш Maintenance 

| |Mislabeled 


E Misread 
E Offset 


E Out of Calibration 
m Out of Sequence 
ai Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| | Отћег 


+ 


y 


Work Order ID 88979 
August-14-12 7:33:56 АМ 


Ж#800707 | Ни ы 


| Item ID: D407-667-105TRN Accept 


*Nonnn4n100* sew se *NS4* 
Revision ID: А s 
Item Name: Crosstube Turning Detail Stop * N с 2 * 
Start Date: 14/08/2012 Start Qty: 1.00 x Cust Item ID: 
Required Date: 28/08/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
2 UE Е D Run Start д * 
Approvals: Process Plan: ___— Date: m Tooling: nep Date: N Б 1 

i Sto 
QC: _ ___ Date: _ SPC (Y/N): 22222 Date: - Р ж М! R Ры 

Sequence ID/ Operation Set Up/ Tool ID  Tool& Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
140 ОС8- Inspect parts - second check 0.00 | 
* 1 Д Г\* МЕ У se 
QC Memo 0.00 


Quality Control 


*AAR* | m [2- 9.175 


Crosstubes Memo 0.00 

Crosstubes GRIND ONLY TRANSITION LINES SMOOTH LONGITUDE WAY. 

150 0.00 

*4R(* СЕ _ 1290 
HandF Xtube Memo 0.00 

Hand Finishing Crosstubes 1- PRESSURE WASH X-TUBE INSIDE AND OUT 


2- ACID ETCH X-TUBE INSIDE AND OUT. USE RED SCOTCH BRITE 


ООА: . Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS * 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing , Rec/Store/Packaging Other 

NCR No. Work Order Update Large. Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Оїу or Non-conformance Chief Eng Description Date Verification QC Inspector 


Пана кезе Нена a ЕСА ЕВЕ 


FAULT [| М 22222222 ғИТСТОҰҮ 000000000000) 
Landing Gear General 
Ш Bending N Bend а Сгаіп | Ovalized Pressure/Forced 
Ш Centre Not Concentric to 0/5 m BOM/Route x Hardware Over/Under tolerance Temperature/Cure 
|| Сгаск5 t || Broken/Damaged Ш Inspection Incomplete Part Incorrect Weld 
|| Crushed/Crimped. | | Burrs ` | Instructions Incomplete/Unclear . Part Lost/Missing Wrong Stock Pulled 
Е Cuffs || Contamination | | Maintenance Part Moved 
| | Неа! Тгеаї "E i Countersink ы Mislabeled Positioned Wrong 
Ш Inspection Strip in Tube. | B Cut Too Short м Misread E Power Loss/Surge | | Other 
m Ripples in Bend E Drill Holes E Offset | 
Ш Torque Waves in Extrusion m Drawing Е Out of Calibration . 
Ш Turning Sequence uw Finish ШІ Out of Sequence 


a Folio 


|| Wave/Twist in Tube 
H:;/FORMS/Quality Аѕѕигапсе\арргоуеа QA/NCRWO Rev С 


NJ Outside Dimensions 


Work Order ID 88979 хооата“ Page 4 
August-14-12. 7:33:56 АМ 7 у 
Item ID: р407-667-105ТЕМ Accept * N ой 01040 1 по“ Setup Start Ж М с 1 * 
Revision ID: E М 
Item Name: Crosstube Turning Detail Stop * N С 2 * 
Start Date: 14/08/2012 . Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 28/08/2012 Req'd Qty: 1.00 *4 * Customer: 
Reference: 

а? а= "vet шар Run Start x * 
Approvals: Process Plan: . Date: Tooling: ___ Расе: _ М R 1 

Sto Е 
ос: | Date: SPC (Y/N): " Date: | P ж NR2* 

Sequence ID/ Operation и Set Up/ — Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 ОС5- Inspect part completeness to step on W/O 0.00 

*160* 

ос меш T І>-2-/%- 
Quality Control 
170 0.00 
*170* nd Фи 2 9- г, 
Packaging Memo 0.00 | 


> 
Packaging Identify and stock in Kanban rackLocation: / ( 7 


№ | 
` 180 ОС21- Final Inspection - Work Order Release 0.00 | С» 4 ) d | | 
Х180“ 
QC 


Memo 0.00 


Quality Control лЁ 


| ООА: Date: 
WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


Work Order: 
Skid-tube 
Machining 
Thermoforming 
Large Fab 


Crosstube 
Small Fab 
Finishing 
Composite 


Rework 
Part No. Scrap 
Use-as-is 


NCR No. Work Order Update 


FAULT o FAUTCATEGORY 000000000000) 


Landing Gear 
Ш Bending 
|| Centre Not Concentric to O/S 


и Cracks 


|| Crushed/Crimped. 

8i Cuffs 

E Heat Treat 

E Inspection Strip in Tube 
Ш Ripples in Bend 

E Torque Waves in Extrusion 
a Turning Sequence 

E Wave/Twist in Tube 


H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev С 


General 
Е Вепа 
| |BOM/Route 
|| Broken/Damaged 
Burrs 
Í Contamination 
ІШ Countersink 
Е Cut Too Short 
Е Drill Holes 
E Drawing 
| |Finish 
| [Folio 


Ш Grain 

E Hardware 

E Inspection Incomplete 

Е instructions Incomplete/Unclear 
|| Maintenance 

E Mislabeled 


E Misread 
B Offset 


Е Out of Calibration 
ШЕ Out of Sequence 
EN Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


Other 


2 
ЫШ 


Picklist Print 
August-14-12 7:34:00 AM 


Work Order ID: 88979 


Parent Item: D407-667-105TRN 


Crosstube Turning Detail 


*D407-667-105TRN* 
Parent Item Name: Start Date: 14/08/2012 


Start Qty: 1.00 


Required Date: 28/08/2012 
Required Qty: 1.00 


Comments: IPP Rev:a08.02.28 


new issueEC 


IPPRevB 08.04.02 Removed polish EC verified by: DD 


Component Item ID/ 


Replacement | Mfg/ Bin Primary Last Route Unitof | Qtyon Qty per Kit Total Qty Date — Status 
Item Name Item ID Purch Item Location Location Seq ID Measure Hand Qty Issued Issued 
D6010-115 Manufactured No 110 Each 29.0000 1 1 
* * хх 
D6010-115 

Crosstube Material 

Location Loc Qt Loc Code 

LG 29 

38343 11 


ООА: Рате: 


NCR: Yes / No - WORK ORDER NON-CONFORMANCE / UPDATE 
а. | QA Closed: Date: 


AGAINST DEPARTMENT/PROCESS 


Skid-tube Crosstube Water Jet Engineering 
Machining Small Fab Prod. Eng. Coor. Quality 
Thermoforming Finishing Rec/Store/Packaging Other 


Large Fab i Composite Supplier 


DISPOSITION 


Work Order: 


Rework 
Scrap 
Use-as-is 

Work Order Update 


Part No. 


ord 


Root Description of work order update Initial Action: . . 
Cause Date Step | Qty or Nori-conformance Chief Eng Description 


FAULT CATEGORY 


Landing Gear General , о a 
Е Bending Е Вепа | B Grain Ovalized Pressure/Forced 
B Centre Not Concentric to O/S Б BOM/Route E Hardware Over/Under tolerance Temperature/Cure 
|| Cracks | | Broken/Damaged т Inspection Incomplete Part Incorrect Weld 
E Crushed/Crimped. | | Burrs m instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
|| Cuffs ш Contamination Ш Maintenance Part Moved 
E Heat Treat || Countersink Е Mislabeled Positioned Wrong 
a inspection Strip in Tube | | Cut Too Short | Misread Power Loss/Surge | | Other 
а Ripples in Bend E Drill Holes а Offset 
Torque Waves in Extrusion a Drawing E] Out of Calibration 
| | Turning Sequence B Finish mE Out of Sequence 


Е Wave/Twist in Tube 
H:/FORMS/Quality Аѕѕигапсе\арргоуеа QA/NCRWO Rev С 


| | коө 


Ш Outside Dimensions 


x | 
> MEE 
e eus 
О X Е Е 


DART AEROSPACE LTD 


Work Огаег: 25499 | 


BERE EUM En LORS ақа 

Description: Crosstube Assembl D407-667-145 
ICE ENCORE == 

| Inspection Омо: D407-667-145 Rev: C q 1 | Раде 1072 


FIRST ARTICLE INSPECTION CHECKLIST 


NEN 


Inspection Sheet 


Drawing Оітепѕіоп 
2.240 Олус 0-8 
1.865 ЭСЕЛЕ зенан: 
1.878 Шаш жалан 
1.970 NER! MEME 
"3532 -. MEE аа 
у 2.165 763 · bà | = | 
à [E | 
7] = 
И 80.063 | +#-0.010_ | вз | ZA ЕС | — —— 
Roso | omo | go | Zy lee  |-——. | 
БС ТАР cu edu ln 
2778 | 7 |. | Мум | O8 
ЖЕЛЕ DN оно 


7235 ај |. 
0005/0000. 27% _ лы с== 
pec 


SIDE B 


К0.063 
80.500 +/-0.010 „|, 
К0.063 +/-0.010 
4.438 +/-0.030 А 
113.20 +/-0.020 с 
; au 
ША 
76». 
) TEM 
E UM [к 


HAFORMS Quality Assurancelapproved QAYFAlxtube Rev C 


SẸ 


DART AEROSPACE LTD 


Work Order: 2,2030) | 
ISBN о лга релш гут TON 


Part Number D407-667-145 
== E ТЕ ыыта, жыры) 
: D407-667-145 Rev: С | 1 1 1 . [ __Раде 2 072 


WALL THICKNESS MEASUREMENT 


Description: Crosstube Assembl 


Inspection Dwg 


—— READING 1 

READING 2 

——— READING 3 

— READING 4 

— — READING 5 

— —- READING 6 
— — READING 7 > 


TOLERANCE 


w1 w2 w3 | € | max-min 
КІРІ ЕСІН 
READING 2 

ТИИГЕН aae 
Er 72. 


READING 6 
L= [5 


Calibration Result 
Actual Block Thickness: 
Sitescan 250 Measured Thickness: 


РАТ. Preliminary Approval: 
| Әае /2/%/22 раге | /2-7-5 || Date) | 


Date _ | Change | 
04.04.21 | New Issue (P/O D407-667-105) |КУВЕ | | | 
| B |06.03.09 | [KJJM J — — | 
KJ | — L|] | |] 

KJ | ау 


|КЈ алім 


D 11.06.21 | Tolerance revised for 4.438 dimension 
E 12.06.04 | Wall thickness form added 


HAFORMS'Quality Аѕѕигапсе\арргоуеа QAYFAlxtube Rev С 


х D407-667-145 CROSSTUBE ASSEMBLY (407 HIGH FWD 


1 


ЕБЕ 

х] 

|_____ ПИ 
|___-___ 06010-115 _____| сноззтове ___________ 
|___2 __|02873-043 |ыЛРАЕ — —— ^ — — — | 
| а | 5 

|_4 | 
|_4 _| 
М | 


2891-1 UPPORT 


D 
D3595-063-395 RUBBER CUSHION 
4 М521920-20 CLAMP (OR MS21920-21 


14 MS20601AD4W 10 | RIVET (OR NASS302B-4-10) 
(Жаса ICE GACRRPCHRRCEM 


AIR MAGNOBOND ROCKWELL SPECIFICATION RBO-120-023 
6398 ADHESIVE (TEXTRON/BELL SPEC. 299- 
947-100, TYPE Il, CLASS 2 ADHESIVE 


Qty Part Number Description 
-145 


7 


GENERAL NOTES: 


1) MATERIAL: MANUFACTURED FROM D6010-115 
FINISHED LENGTH = 113.20+0.020 

FINISH: CHEMICAL CONVERSION COAT PER DART 05! 005 4.1 

PRIME INSIDE AND OUTSIDE PER DART QSI 005 4.2 

PAINT OUTSIDE PER DART QSI 005 4.2 
TOLERANCES ARE PER DART QS! 018 UNLESS OTHERWISE NOTED. 
UNITS: INCHES UNLESS OTHERWISE NOTED. 
BREAK SHARP EDGES: 0.005 TO 0.010 MAX. 
IDENTIFICATION: SCRIBE DART PART NUMBER * D407-667-145" AND BATCH NUMBER ON 
INSIDE OF CUFF USING VIBRATING STYLUS. 
WEIGHT: 17.8 65 
PART IS SYMMETRIC ABOUT CENTERLINE. 
RUN CUTTER OFF PART WHERE INDICATED. BLEND OUT EDGE LONGITUDINALLY, 
TRANSITION SHOULD BE SNOOTH. 

10) BEND PROGRESSIVELY WITH A MINIMUM OF 6 PASSES. MAXIMUM TUBE FLATTENING DUE 
TO BENDING IS 6% BASED ON O.D. 

11) LIQUID PENETRANT INSPECT OUTSIDE SURFACE OF CROSSTUBE PER QSI 038. 

12) INSTALL D2891-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER 
QSI 015. LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 

13) INSTALL MS21920-20 CLAMPS (OR -21) WITH D3595-063-395 RUBBER CUSHIONS TO SECURE 
THE D2891-1 SUPPORT ON TOP SIDE OF THE CROSSTUBE. ENSURE CLAMP MECHANISMS 
ARE LOCATED ON CROSSTUBE SUPPORTS. 

14) EXTREME CARE MUST BE TAKEN TO PROTECT THE OUTSIDE SURFACE OF THE TUBE. THE 
OUTSIDE SURFACE MUST BE SMOOTH AND FREE FROM SURFACE DEFECTS SUCH AS 
SCRATCHES, NICKS, OR DENTS. , DEFECTS UP TO 0.005" MAY BE BLENDED OUT 
LONGITUDINALLY. CIRCUMFERENTIAL GRIND MARKS ARE UNACCEPTABLE. 

15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS ARE SHOWING IN 
SAFETY AND THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 


UNCONTR 
SUBJECT 


М. . 


sHOP COPY 
RETURN TO 


ENGINEERING 
OLLED COPY 


то АМЕМОМЕМТ 
WITHOUT NOTICE 


WORK БДА y ЛУД | DEO ATTACHED 
аб /о8/ ж 2. 


UNDER/REVIEW 


| REVISE GENERAL NOTES/PART LIST (ZN D7-1); 
REORGANIZED VIEWS AND REFORMATTED DRAWING 
TO CURRENT STANDARDS. а 
D3595-063-395 WAS D2856-400-694 (214 06-2 & А5-2); 
REMOVED REF. 7 ADD TOLERANCES (ZN C6-3, C4-3, 
02-3); RELOCATED FLAG #6 (ZN A8-3) PER NCR 210; 
MOVED TURNING DETAIL & UPDATED TOLERANCE TO 
SHEET 4. 


08.11.06 

ADD HOLES AND NUT PLATES FOR COMPATABILITY 05.07.26 

WITH BHT/AA SKUDTUBES | 
ов [оз | 
резом | 4% |  DARTAEROSPACE LTD 
[rawn || RE | HAWKESBURY, ONTARIO, CANADA 
снескео — | Z^  |pRAwNoNo. REV. С 
IMFG.APPR. | 4 „n | 0407-667-145 ЅНЕЕТ 1 ОЕ4 


02873-043 
NUT PLATE 


MS20601AD4W10 
RIVET, 4 PL 


[12» D2891-1 SUPPORT 
2PL 


М521920-20 CLAMP | 924 4^ 


4PL B 


D3595-063-395 
A EEDS RUBBER CUSHION 


4 PL, (UNDER CLAMP) 


єсо HG5 
1.87.28 


UNDER REVIEW 


0407-667—505 


| 
| 
| 
| 
| 
e M 
с/-рЕ БАР” 
| A D407-667-145 Кыр "m 


ASSEMBLY DETAIL 
(VIEW LOOKING FWD) 


mese. DEO ATTACHED 


М520601АО4УУ10 
КІМЕТ, 4РІ. 


02873-045 D2873-045 
NUT PLATE Е (15> . NUT PLATE 
М521920-20 CLAMP REF 


MS20601AD4W10 MS20601AD4W10 


RIVET, 3 PL RIVET, 3 PL 


D2891-1 SUPPORT REF 
VIEW C-C: 
с2-2 CUFF DETAIL. 


SCALE 4X 
A D3595-063-395 g 


VIEW A-A: | RUBBER CUSHION:= DART AEROSPACE LTD 


стг CUFF DETAIL | REF " HAWKESBURY, ONTARIO, CANADA 
CALE 4X 
" os, SECTION B-B REV. С 
SCALESX SHEET2OF4 
SCALE 
CROSSTUBE ASS'Y (407 HIGH FWD) NTS 


PYRIGHT © 2002 BY DART AEROSPACE LTD 
Тум, ANO I$ ЗИРРЈЕО ОЧ THE EXPRESS 


PILOT 20.128 
C'SINK 20.225X100* 
3PL 


20.19 REF 


25.0020.13 (513mm) 


*0.005 
20.323709: 


HOLE TO BE ALIGNED WITHIN 30.001 
OF HOLE ON OTHER SIDE OF CUFF 
2PL 


оз DETAILD 
SCALE 4X 
(VIEW LOOKING FWD) 


+0005 
д0.3234005 

HOLE ТО BE ALIGNED 
WITHIN £0.001 OF HOLE 


ON OTHER SIDE OF CUFF 
2PL 


VIEW E-E: 
CUFF DETAIL 
SCALE 4X 


2 


16.49" ВЕЕ ШЕ 19.92 


(419mm) ALONG REF, (506mm) 
CENTERLINE TO START OF BEND 


45.9420.13 
SEE DETAIL D 


08-3 
47.0020.13 


Є 


SEE DETAIL Н 


PILOT 20.128 
C'SINK 20.225X100* 
3PL 


+0.005 
20.323:0009 
HOLE TO BE ALIGNED 


WITHIN 10.001 OF HOLE 
ON OTHER SIDE OF CUFF сэз DETAIL Н 


94.0020.25 


A 0407-667-505. 
BENDING AND DRILLING DETAIL 
(VIEW LOOKING FWD) 


90.323*0 005 
HOLE ТО BE ALIGNED WITHIN 20.001 


OF HOLE ON OTHER SIDE OF CUFF 


PILOT 20.128 
3PL 


C'SINK Ø0.225X100° 
4 PL 
PILOT Ø0.128 
C'SINK @0.225Х100° 
4 PL 0.32310 905 
HOLE TO BE ALIGNED 
WITHIN 20.001 OF HOLE 
ON OTHER SIDE OF CUFF 
3PL 


eS VIEW F-F 
(VIEW LOOKING АЕТ, ROTATED) 


оз SECTION G-G 
SCALE 5X 


923 VIEW К-К 
(VIEW LOOKING AFT, ROTATED) 


2PL SCALE 4X 
(VIEW LOOKING FWD) 


LA^ DEO ATTACHED 


" 
0.32370 005 

HOLE TO BE ALIGNED 
WITHIN 10.001 OF HOLE 
ON OTHER SIDE OF CUFF 
2PL 


VIEW J-J: 
оз  CUFF DETAIL 
SCALE 4X 


резом | 47 | DART AEROSPACE LTD 


En HAWKESBURY, ONTARIO, CANADA 


|СНЕСКЕО | 747  [DRAWNG NO. REV. С 
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SEALANT. AMS-S-8802 CLASS B-2 


MAGNOBOND 6398 'ROCKWELL SPECIFICATION RBO-120-023 
'ADHESIVE (TEXTRON/BELL SPEC. 299-947-100, 
TYPE ||. CLASS 2 ADHESIVE 


NOTE 12 & 15, SHEET 115 AMENDED AS FOLLOWS: 
IS: 


12) TO INSTALL D2891-1 SUPPORT: ABRADE MATING SURFACE OF SUPPORT AND CROSSTUBE WITH 
180-GRIT SANDPAPER AND REMOVE RESIDUE WITH MEK (OR EQUIVALENT). APPLY A 0.04" TO 0.07" 


THICK LAYER OF PROSEAL 890 CLASS B-2 (OR AMS-S-8802 CLASS B-2) SEALANT TO MATING 
SURFACE OF SUPPORT. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. PRIOR TO PACKAGING, RE-CHECK 
TORQUE ON CLAMPS AFTER PROSEÁL 880 SEALANT HAS CURED FOR 72 HOURS. 


WAS: 


12) INSTALL D2891-1 SUPPORT USING 0.03" TO 0.06" THICK LAYER OF MAGNOBOND 6398 PER QSI 015. Vy 
LET CURE FOR 12 HOURS AFTER INSTALLATION AND PRIOR TO PACKAGING. 


15) TORQUE CLAMPS 80 TO 100 IN-LB. ENSURE AT LEAST 1.5 THREADS SHOWING IN SAFETY AND 
THAT NUT HAS NOT BOTTOMED-OUT AFTER TORQUING. 
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